Work-Order I ID 87190 


vi; Skidtubes 


1-Cut tube to finish jength as per Dwg D3391 
I 1 


2-idenufy as D3391-013 


3-Drill pilot holes using DT8796 (including "B" holes) and drill only 1 fwd 
saddle hole оп one side only as per Dwg 03391 


4-Open saddles and GHW holes to 0.375" exept for fwd saddle hole of detail 
2p 


5-Remove .030" from Fwd indexing Ridge as per Dwg D3391 
6-Remove indexing ridge on Fwd & Aft end of-skidtube as per Dwg D3391 
7-Deburr 


8-Drill #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with 
paint marker, 


9-Open wearplate holes of D3391-013 assembly detail section G-G to 00.250" 
(14 holes) as рег Dwg D3391 and 2 holes in section Detail "J", do not open 
wearplate holes of section "J" 


10-Open wearplate holes of D3391-013 assembly detail section H-H to 
00.297" (20:holes) as рег Dwg 03391 


* * Pa 
gel 
July-11- а 10: 06: 09 AM *R71 90“ 
ey: Реј ЕЛ (inae AERE Е ӨЗҮ POORER Niue quia. ои de ат) ape di ME SR RD por арны ЗУ A arcae ен mis 526 = > 
iens ID: D3391 013 A. 900040 1 nn* Setup Start *N с 1 * 
Revision ID: ` 
| Item Name: Mid Tube Assembly Stop Ж N Q 2 * 
| Start Date: 7/10/12 Start Qty: 1.00 * 4 * Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 * 1 * Customer: 
Reference: 
> Bc DI зро ° Е ML LLLA = z Run Start 4 ж 
Approvals: Process Plan: MLJ Date: V 95112 Tooling: _ Вас 20 М R 1 
Sto 
4 ос: _ Date: | SPC(YIN): Date I P ж NIRD* 
Sequence iD/ ` 7 | A Operation em Set Up/ То Тооін Pian Accept Reject Reject Е Insp. © 
Ел ок Center ID Description : u Run Hours. Code Qty Qty Number Stamp 
I i Draw Nbr Revision Nbr | š = 
"i 103391 I | 
100 одо Е I BEEN i n 
* пак Skidtubes 
„ ,Skidtubes Mema 0.00 


NUUAM a a ыа ыыта Аныз ран ка QE PER IR MENT ғаты ыды тты жіне к нег EBENE ANNE Y 


Dart s Ltd 


Resolution: 


DATE | STEP aic 8 of NC 
aic 8 A 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRWO RevE 


“WORK ORDER CHANGES 


Fault Category: 


Disposition: ` 


Corrective Action 


NCR: Yes Мо ООА: 


QA: N/C Closed: 


Section B 


Approval 
Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


Approval 
QC Inspector 


i Work Order ID 87190 
“Jül 54-12 10:06:09 АМ 


Page 2 


*87190* ы. 
Нет ID: D3391-013 | Accept *Nonnna4n1 По“ Setup Start *NG1 * 


Revision ID: 


| Пет Мате: Mid Tube Assembly Stop Ж N с 2 ж 
| Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
| Required Date: 8/24/12 Req'd Qty: 1.00 *4* Customer: 
| Reference: 
| 7 7 Run Start ж * 
| Approvals: Process Plan: Date: _ I Tooling: Е _ рае: | J| N R 1 
| Sto 
QC: Date: SPC (Y/N): Date: P + N R 2 * 
| Sequence ID/ ` | Е Operation : | i Set Up/ | Той № Тоо!# Plan Accept Reject Reject Insp. i 
Work Center ID Description Run Hours Code Qty Qty ` Number Stamp 


11-Open .375" holes to .438" ***do not open fwd saddle holes*** es í > о] 1% 


| 12- Locate electric step holes at 39.6875" from fwd end and drill using DT 9612 ДУ? а. 76- > co 


13-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 


remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 
tranfer drilled pilot holes in D3391-013/-011 to 0.438" dia. in D3391-011 


| 14- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
| 
| 


15- Transfer drill 2 wearplate holes into D3391-011 using DT8217, locating 
from two previusly drilled holes, drill remaining wearplate holes into 03391-011. 


16- Locating from two fwd wearplate holes drill remaining 6 wearplte holes in 
D3391-011 using DT8937 


17- Open 2 fwd wearplate holes in D3391-013 to .250" dia. 
18- counterbore two aft wearplate holes in D3391-011 as per dwg 
19- Open 12 wearplate holes in D3391-011 to 0.297" dia. 


20- Deburr and blow out all chips from inside tube 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRW O RevE 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


Fault Category: NCR: Yes № Рад: _ _ Date: 
Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


Initial Action Description Sign & 
Chief Eng Chief Eng Date 


Verification | Approval | Approval 
Section C Chief Eng QC Inspector 


.WérkOrderID 879000000 E " 
"i 12 10:06:09 АМ___ *871 an* 


неш ID: D3391- 013 Accept *Моппала1 па“ Setup Start *NQG1 * 


Revision ID: 


Page 3 


Item Name: Mid Tube Assembly Stop * N с 2 * 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

: Б I | I Ш ü Run Start ж * 
Approvals: Process Plan: Date: Tooling: Ux = ç Date: _ . N R 1 

Stop 
Qc: Date: SPC (Y/N): Date: _ * М! Р 2 * 
Sequence ID/ | Operation Set Up/ I Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
110 ОС5- Inspect part completeness to step on W/O 0.00 ѓа 
*440n* Se Ven 
QC Memo 0.00 V 46, IN 5 BE 
Quality Control 


T Chemical Conversion Coat per QSI005 4.1 0.00 
> ; E A 
420% / HE „241650 
HandFinish Memo 0.00 І | DNUS 
Hand Finishing 
E QC3- Inspect Part Finish 0.00 
"лай" 
QC Memo 0.00 


/2-42-3 | 


* Quality Control 


Dart жо Ltd 


WORK ORDER CHANGES 


DATE STEP PROCEDURE CHANGE 


PAR #: Fault Category: NCR: Yes No DO: 
Resolution: Disposition: : | QA: N/C Closed: 


Corrective Acton: Section B 


NOTE: Date & initial all entries 


H:FFORMS\Quality Assurance\approved QANCRW O RevE 


Approval 
Chief Eng / 
Prod Mgr 


Approval 
QC inspector. 


1 ELM 10: 06:09.4M 


ШАСЫ Page 4 
КЕСІП mE Accept *NQNNNANINA* зае зең 164% 


. Revision I i 


“Item Name: Mid Tube Assembly | Stop * N © 9 * 
= Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 *4* Customer: 
Reference: 
| 7 7 Run Start ж * 
Approvals: Process Plan: Date: __ Tooling: PES . Date: _ m N R 1 
Sto 
ОС: _ Date: SPC (Y/N): _ Date: р * N R 2 * 
Sequence ID/ Operation Set Up/ I Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Rui: Hours Code Qty Qty Number Stamp 
140 . 0.00 
* 4 An* Skidtubes 
Skidtubes Memo 0.00 = 7 un 


2- Prepare for welding 


~ Skidtubes 1- Open holes to finish size as per “2 pe /2 № / 2 { 


3- Bond web in place as per Dwg D3391 & QSI 015. F I 
******Ensure Web Aligment ****** | г| (© 3] 
A/R Sikaflex Batch: 122025, 
Exp. date: NU 
150 QC5- Inspect part completeness to step on W/O 0.00 
FARN" lL Z 2-//-г/. 5% 18 
“ ОС Мето 0.00 


"Quality Control 


Dart жо Ltd 
WORK ORDER CHANGES 


Approval Approval: 
Chief Eng / 
Prod Mar QC Inspector 


Fault Category: NCR: Yes No рО: | Date: 
Resolution: Disposition: ` QA: М/С Closed: 


"rre Corrective Acton. Seion В 
Description of NC кти Approval Approval 
Chief Eng Chief Eng Date To 


4 + 
` 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QAWCRWO RevE 


Jork Order ID 87190 


Wi * * Pa 
A | ge 5 
* July-11-12 10:06:09 AM 87190 
Item ID: D3391-013 Accept FNIONNNAN1 ПО“ Setup Start ҰМ Q1 * 
Revision ID: | E E 
Item Name: Mid Tube Assembly Stop Жж N с 9 * 
Start Date: 7/10/12 Start Qty: 1.00 а Ке Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 kA k Customer: 
Reference: 
E Run Start ж * 
- i Approvals: Process Plan: Date: Tooling: Date: N R 1 
i Stop 
: : : : * * 
| QC | Date SPC (Y/N) Date N R 2 
Sequence D Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0.00 
* 4 An* Skidtubes 
Skidtubes Memo 0.00 š; T 


. Skidtubes 


*4 710% 
QC 


Quality Control 


ОС10- Inspect visual per QS1004- ground welds 0.00 (5 | 
DAS) _ | 
24 [S /х 


1-Weld crossbolt spacer as per dwg D3391 & 051 004 
A/R ALUM Batch: PAPA BE т-11- o/ 


2-grind weld flush ~e а 42 hr [oj 

3- Transfer drill electric step pilot holes only from D3391-013 into 
4- Open elecrtic step holes 0.391"per dwg 03391 (section L-L) 

5- Open elecrtic step holes 0.297"per dwg D3391 (section M-M) 


6- Open elecrtic step holes 0.250" per dwg D3391 (section LL-LL) 


Memo 0.00 


D3391-015 


De /2 ПА 


| 


Dart т Деговрясе Ltd 


Nep 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QA\NCRWO RevE 


Fault Category: 
Disposition: : QA: 


Initial 
Chief Eng 


Corrective Action Section B 


Approval 
Chief Eng / 
Prod Mgr 


NCR: Yes Мо ООА: Date: 


N/C Closed: Ра: 


Verification | Approval 
Action Description Sign & Section C Lud Eng 
Chief Eng Date 


Approval 
QC Inspector 


Approval 
QC Inspector 


EET 


ES а E 


Work Order rID 8 87190. M | * * ј 
July-11-12 10:06:09 АМ жа? 1 9n* 
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ы. D3391-013 | mE Accept. | *Nonnnan1nn* Setup Start FAIS 1* 


‘Revision ID: 


Item Name: Mid Tube Assembly Stop ж М Q 2 * 
Start Date: 7/10/12 Start Qty: 1.00 4% Cust Item ID: 
‘Required Date: 8/24/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
| Run Start д * 
Approvals: Process Plan: ___ Date: _ Tooling: - ||. Вай 0 М R 1 
Sto 
QC: _ Date: SPC (Y/N): | Date: 0 P x N R 9 * 
Sequence ID/ Е i Operation | Set Up ‘Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 QC5- Inspect part completeness to step on W/O 0.00 (OAS 
*4QN* 2 4) 101: 6 
ос Мето 0.00 
Quality Control 
ж 
94185 Pressure Wash рег 081005 4.3 0.00 | 
“kA ОҚ - ж /2 f 
` HandFinish Memo 0.00 
Hand Finishing AND REALODINE AS PER РАВО9-043 


Аза алғ , 
Powdercoat Memo 0.00 РА 
Powder Coating ***Use paint screws „бк Ш... жет / ( ($ 
START TIME: 3 
OVEN TEMPERATURE: M IE i 
FINISH TIME: 


VA 12574 рн 


White Gloss(Ref:4.3.5.1) рег 081005 4.3-Alum 0.00 / V4 MYL 


WORK ORDER CHANGES 


Approval 
DATE |.STEP PROCEDURE CHANGE ЕГЕТЕ Chief Eng / арргоуа! 
Prod Mar nspector 


Part No: PAR LE Fault Category: NCR: Yes Мо ООА: Date: 
| Resolution: Disposition: ` T: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Ш. Ш of МС И = E 
Ш. Ш А Initial Action Description Sign & И C Chief = ac E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRWO RevE 


Work Order ID 87190 
.July-11-12 10:06:09 AM ` 


87490“ 
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D3391-013 


Accept 


| ismod 


/ 2- insert T-pins into first and third fwd saddle holes 


„“ 3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 
per DSI 9364 


Z 4- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 
pins and clekos 


5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 
DT9415 


7 6- deburr, re-alodine and blow out chips 


— 7- press fit 03591-1 spacers using DT9416 starting from 0.500" side 


Ttem ID: * * Setup Start Ж * 
Revision ID: NO000401 nn NS1 
Item Name: Mid Tube Assembly Stop Ж N с 2 ж 
Start Date: 7/10/12 Start Qty: 1.00 | *4 * Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
К Run Start x * 
Approvals: Process Plan: Date: Tooling: Бас 2 М R 1 
| Sto 

QC: Date: SPC (Y/N): Date P ж NR2* 
Sequence ID/ Operation Set Up/ ToolID Тоо! # Plan Accept Reject Reject Insp. 
Werk Center ID Description Run Hours Code Qty iy Number Stamp 
200 QC3- Inspect Part Finish 0.00 | 
*2nn* S RENE E 
QC Memo 0.00 
Quality Control 
210 0.00 
же) 4 n* Skidtubes | y d hu ‘Al d | v 
Skidtubes Memo 0.00 i 
Skidtubes ^ ]- insert D3391-011 into 03391-13 


Dart Aerospace Ltd 


/O: 
Approval 
DATE | STEP с, Eng / 
Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
| Resolution: Disposition: : QA: NIC Closed: Date: 


LN 
Corrective Action Section B 
DATE | STEP 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


‘Work Order ID 87190 
11-12 10:06:09 AM 


*R7190* 


Page 8 


Accept 


= 


‘Item ID: D3391-013 *N ONNNAN 1 ПО“ Setup Start *N с 1 ж 
‘Revision ID: Ü * 
Чет Name: Mid Tube Assembly Stop ж N с 2 ж 
'Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
“Required Date: 8/24/12 Req'd Qty: 1.00 *4* Customer: 
‘Reference: | - 

HN = m — > - Run Start 4 ж 
"Approvals: Process Plan: — Date: Tooling: Date N R 1 

Sto 
QC: Date: SPC (Y/N: | | | Date P * N R 2 * 
“Sequence ID/ Operation Set Up/ Ш ToolID Тоо! # Plan Accept Reject Reject Insp. l 
“Work Center ID Description Run Hours Code Qty Qty Number Stamp 
220 ОС5- Inspect part completeness to step on W/O 0.00 | 
*920* CAS 0- КЕРЕ 
"ОС Memo 0.00 к. M QW o 
Quality Control 5 7 
de 0.00 
*92n* HandFinishing d ul | 
HandFinish Melo 0.00 Lx Е al СЕ 
Hand Finishj z^ Install inserts 
240 C5- Inspect part completeness to step on W/O 000 ZEN 
ИРЕ Q nspect part completeness to step on CAS 1 
' 3 ммо 

QC Memo надо 
Quality Control Inspect thread of each insert using DT8821 


Approval 
| Dare | [SEP | PROCEDURE CHANGE | PROCEDURECHANGE =| By | оге оу Chief Eng / Approval 
Prod Mgr прах 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 
| Description of NC - — —— Verification Approval | Approval 
Chief Eng Chief Eng Date 


ра НЕ И 


Work OrderID 87190 и * 7100* Page9 


July-11-12 10:06:09 AM 


Item ID: D3391-013 B | Accept *Nonnnan1 Па“ Setup Start “МІС * 


Revision ID: 


Item Name: Mid Tube Assembly Stop ж N с 2 х 
Start Date: 7/10/12 Start Qty: 1.00 *'4 ы Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 *4* Customer: 
Reference: 

crane Run Start ж * 
Approvals: Process Plan: _ Date: _ сс Tooling: Date: | М R 1 

Sto 
Qc: Рае: 0 SPC (Y/N): Date: P ж М R Ры 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
250 0.00 
*9RN* ` HandFinishing \ d A ul Т " 
HandFinish Memo 0.00 x: ç 
Hand Finishing „— Assemble as рег dwg 03391 
260 ОС5- Inspect part completeness to step on W/O 0.00 . 
* * : | CAS ў 
DARN (An v qo ки 

QC Memo 0.00 z 2: 
Quality Control 
270 : Identify as per dwg & Stock Location: UJ lo 0.00 9 4 | C š jd С Od | | E C (945 | d 
«270% DU 2 0 ДА кка c 
Packaging Memo 0.00 
Packaging 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval 
| DATE | | STEP | PROCEDURECHANGE С CHANGE alm ale Chief Eng / ШИЕ 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes № ООА: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE P | Description of NC Corrective heal - Section B Approval 


Section A QC Inspector 


Work Order ID 87190 ` 
Jüly-11-12 10:06:09 AM 


*87190* 


Page 10 


Пет ID: D3391-013 Accept * N O000A0 4 ПО“ Setup Start Ж N с 1 * 
Revision ID: я а 
Item Name: Mid Tube Assembly Stop + N с 2 * 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
u Run Start ж * 
Approvals: Process Plan: Date: Tooling; |. |. | | Date N R 1 
Sto 

QC: Date: _ SPC (Y/N): Date EE. N R 2 ж 
Sequence ID/ Operation Set Up/ СО ToolID Тооі# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
280 QC21- Final Inspection - Work Order Release 0.00 а 
*o9gn* Ш Ки FO 
QC Memo 0.00 
Quality Control WF 


Dart Aerospace Ltd 


wo: | WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE lu uM Chief Eng / Approval 
Prod Mar nspector 


Part No: ‚РАВ #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
BL. uA of NC Verification | Approval | Approval 
z өтер Жы А ЕГЕ Action po. ааа Bw & Section C Chief Eng QC Inspector 
Chief ЕГЕ Chief po. ааа Bw 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Picklist Print 


Page 1 
July-11-12 10:06:09 AM | ^% 


Work Order ID: 87190 

` Parent Item: D3391-013 Start Date: 7/10/12 Required Date: 8/24/12 
Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP A05.12.13New IssueEC 


ІРР B06.02.09Dwg rev.D EC 

ІРР Rev:06-03-28 Update Manufacturing Instructions JLMIPP rev D 07.03.14 dwg Rev F 

EC 

IPP Rev:E ЕСМ 1056 07-11-13 DD verified by: EC 

IPP Rev:F 08-07-28 chg 0.332" to 0.391" dim. hole in comment DD verified by:EC 

IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 

IPP Rev:H 08-09-10 revH as per dwg DD verified by:EC ІРР теу ј 10.03.30 revised process, 
added D3391-015 to pick list EC verified: DD 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Qty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
ALS4-1032430 — 0 ‘Purchased No m 7 250 Each 1,209.0000 26 26 
Insert ү КЕС»! -4052-4>0 AA 12163 x24 MX aliud | C. 
Location Loc Qtv Loc Code 
ST280 205 
119084 116 
120671 89 
ST281 44 
120807 36 
120837 8 En 
ST282 960 
121269 960 
ALS4-428-165 No 230 Each 437.0000 4 
pad Purchased A 4 id (| | Ë 
Location Loc Qty Loc Code 
FP002 437 
114172 I8 
117769 419 ұйы 
AN960CIOL NAS1149C0332R — Purchased No Each 21.0000 (4 
ads X XE Si MMAA355 Wd AA alu Vo 
Location Loc Otv Loc Code 
ST 21 
107534 21 
3 AN960C416L Purchased ^ № 250 Each 0.0000 4 4 
ј мАЅНЕК NAS ((4H4COUZ22 (14171265 Ql JU Š aad al E Му атышы: 


WORK ORDER CHANGES 


Approval 
„ Prod Mar nspector 


x Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
x | Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


NL of NC pem E Approval 
Еа NL A Action Description Sign & pem [e Chief E QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


И Picklist Print 
2 July-11-12 10:06:09 АМ 


Page 2 


87190 
D3391-013 


` Work Order ID: 
` Parent Item: 
Parent Item Name: 
= р2500-1-100 
Skidtube Extrusion 


D3389-1 

Web 

D3391-011 

Fwd Tube Assembly 
D3391-015 

Aft Tube Assembly 
D3591-1 

Bushing 


£ 44D3672-1 
Phenolic Washer 


Mid Tube Assembly 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


100 Each 
Location Loc Qty 
HALL 75 
5 5 
82373 70 
| 210 Each 
©5506 
- 140 Еасһ 
$7425 
2571204 160 Each 
230 Each 
Location Loc Qty 
FP 5 
80377 4 
82027 H 
51055 73 
57350 1 
83237 72 
250 Each 
Location Loc Qty 
51060 ‚ 1362 
72229 4 
76277 13 
80369 335 
83608 500 
85222 510 


Start Date: 7/10/12 
Start Qty: 1.00 


Required Date: 8/24/12 
Required Qty: 1.00 


O TÆ eot 


75.0000 


Loc Code 


0.0000 


0.0000 


0.0000 


78.0000 


Loc Code 


242045 


1,362.0000 4 


Loc Code 


July-11-12 10:06:09 AM 


ј Shop Packet Print 


Page 2 


Dart Aerospace Ltd | 


Eum WORK ORDER CHANGES 


Approval 
Chief Eng / Approval 


Prod Mar QC inspector 


Part No: PAR tt: Fault Category: NCR: Yes Мо DQA: Пай: 


Resolution: Disposition: : QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


TE Corrective Action Section B 
Description of NC — - — — Verification | Approval | Approval 
Ел Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRW O RevE 


Picklist Print 
July-11-12 10:06:09 AM 


Work Order ID: 


87190 


Page 3 


Parent Item: D3391-013 Start Date: 7/10/12 Required Date: 8/24/12 
Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
D3672-3 Manufactured No 250 Each 1,211.0000 4 4 ] 
Phenolic Washer A EQ | LLL CI, 
Location Loc Qty Loc Code 
51060 1211 
84361 211 = 
84432 500 У d 
86517 500 Е 
D3681-1 Manufactured — № 160 Fach 89.0000 12 12 222 DAP 
Spacer 
Location Loc Qty Loc Code 2 Ж 8 FES / "A E 
LG 79 Š 
80361 1 
85417 78 
15001 10 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
1: 77501 2 
"o М827039С1-09 Purchased No 250 Each 113.0000 4 4 | 
SCREW MA мч, 
Location Loc Oty Loc Code 
ЕР002. 20 
17831 20 
57293” 93 
116290 93 Yd | 
М$27039С4-08 Purchased No 100 Each 154.0000 4 4 | | 
SCREW JA ине 
Location Loc Oty Loc Code 
ST293 54 
114721 54 
ST310 100 
122141 100 y “| 
July-11-12 10:06:00 AM ——— Shop Packet Print Page 3 


Dart Aerospace Ltd i 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE DES Chiet Eng/ | APProval 
Prod Mgr пареза 


| Part No: | PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


DATE | STEP Description of NC Comective Action зш p Verification | Approval | Approval 


Section A Section C Chief Eng QC inspector 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-011 
FWD TUBE ASSEMBLY 


MS27039C4-12 SCREW Е 
03672-3 WASHER SEAL WITH SIKAFLEX-241/-291 


PRIOR TO INSTALLATION OF 
А un WASHER WEARSHOES 


D3391-013 
MID TUBE ASSEMBLY 


D3391-015 
AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU 


D3391-011 OPEN TO 


20.438 0000 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


4 
2- D4095-043 
4095-051 WEARSHOE 
WEARSHOE 20.50 а AA 04095-047 
REF др. СЕ? WEARPAD 
KA А қыт ы NEU. REF | 
AN3C4A BOLT (1) е /м 
AN960C1OL WASHER - 
я 4 2 D4095-049 
р4095041 AN3C6A BOLT WEARPAD 
WEARSHOE AN3C4A BOLT (1) / i REF 
Телқара: AN960C10L WASHER (1) “— AN960C10L WASHER ANAGOC 101: WASHER 
AN 20PL 6PL ape 
AN3C7A BOLT 
A AN960C10L WASHER 
/ ` 4PL 
SHOP COPY . D3391:041 ASSEMBLY { 4 REMOVE GASKETS АМО REPLACE ALL WEARSHOES; 
IN TO PARTS LIST UPDATE, ZN А8-1, ZN A8-2, ZN A6-4, 
RETURN TO | | ZN В6-8; LPS-3 COATING REMOVED FROM NOTE 2, | 
EERING ZN A3-1, ZN АЗ-2, REMOVED INSERT AELS-1032-130, | XDF | 11.10.13 
ENGINE m ZN B6-4, В2-4, C7-8, C3-8; REMOVED HOLES, ZN 06-4 
UNCONTROL LED COPY | А 02-4. ZN 07-8, 2№ 03-8 
DRAWING UPDATED TO CURRENT STANDARDS. 
* LOAT SKIDTUBE ASSEMBLY PARTS LIST SHT 1 PL ADDED D3591-1 BUSHING. ZN C6 20.438 OIM 
D3391-041 FLOAT SKIDT! ECT TO AMENDMENT E L EAS Е 
7 SUBJE ice mit-t 04 н | WAS 4 PL. ADDED 20499 DIM AND 03591-1 BUSHING. | | 08.08.20 
NO 3 -H7 SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM ndo 
оти | PARTNUMBER | DESCRIPTION _| WITHOUT ER E ис. WAS 4 PL. ADDED 20.499 DIM AND D3591-1 BUSHING. 
сх Би FLOAT SKIOTUBE ASSEMBLY WORK, ORD м2 Bend ti- (FOR FURTHER INFO SEE DSI 9364 8 NCR 08-074) | 
| ті NO NN CAL 2. REPLACE NAS INSERTS W/ AELS INSERTS | 
[1 53351-071 FWD TUBE ASSEM í 2. G | SWITCH TO 03670-ХХХХ SPACERS FOR INSTALLING | DC | 07.07.31 
=A D3391-013 MID TUBE ASSEMBLY 2. | од | | ELOAT BAGS, DWG REORGANIZED FOR CLARITY 
я 03391-015 AFT TUBE ASSEMBLY GENERAL NOTES | ADD SS WEARSHOE, GASKET 
m ] F | REMOVE FWD SADDLE НОГЕ -011/-021 РН | 07.01.18 
i 2  |D3581-1 BUSHING 1). FINISH: — CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 = 
| 4 [036723 WASHER POWDER COAT WHITE (4.3.5.1) PER DART QSi 005 4.3 A = DAE = [CERAN = : SE ——— ША Ен ES 
1 D4095-041 WEARSHOE 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 2 : — | 
L— 1 | D4095-043 | WEARSHOE AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. C | LENGTHEN AFT EXTENSION PH |-:05:09.27 1 
р 1 D4095-045 WEARSHOE ] з)  TOLERANCES: PER DART 051018 UNLESS OTHERWISE NOTED B | DRAWING UPDATES 3 05.06.10 | 
15422204 ЛЕВА 4) UNITS: INCHES UNLESS OTHERWISE NOTED А | NEWISSUE 05.02.07 
1 54058051 WEARSHOE 5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 0.297 SIZE HOLES DESCRIPTION DATE 
R NSERTS. C'BORE AS NOTED AN 
AN | zm: = HE ВК КОСАТЫН NS SURE Ors INSERTS EXCEPT DART AEROSPACE USA, INC 
[i0 | ANSCGA BOLT 6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH KENT, WA 
i 4 (АЗСА | APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND b DRAWING NO. REV. | 
38 "| ANS60C10L WASHER TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 MFG. APPR. D3391 SHEET10F8 | 
4 |MS27038C4-12 | SCREW 7) FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH APPROVED | 
4___ | AN960C416L WASHER THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND = e= 42 1 | 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 | 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

Ne fi uh DEMO C RES 

11.10.13 Ц 
ШЕТІ 


ООА: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


| 
| 
| 
! 
i 
| 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


ы 222222000 AULT CATEGORY | CATEGORY 


Landing Gear 


Е Bending 


E Centre Not Concentric to O/S 


BE Cracks 


Е Crushed/Crimped. 

м Cuffs 

E Heat Treat 

m Inspection Strip in Tube 
m Ripples in Bend 

Ш Torque Waves in Extrusion 
Ш Turning Sequence 

= Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
m Bend 
| |BOM/Route 
Е Broken/Damaged 
Ш Burrs 
Е Contamination 
E Countersink 
m Cut Too Short 
Ш Drill Holes 
E Drawing 
|| Finish 
Е Folio 


Е Grain 

Ш Hardware 

a Inspection Incomplete 

Ba Instructions Incomplete/Unclear 
lll Maintenance 

| |Mislabeled 


m Misread 
ma Offset 


а Out of Calibration 
Ш Out of Sequence 
м Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 
D3391-021 SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY N · PRIOR TO INSTALLATION OF 
TRANSFER DRILL THRU D3391-023 WEARSHOES 
3391-021 OPEN TO MID TUBE ASSEMBLY 


Q@0.438:0000 


D3391-025 
AFT TUBE ASSEMBLY 


ман ae 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D4095-051 


WEARSHOE : t= D4095-047 
REF r в 


WEARPAD 


REF 
CU D4095-043 AN 


AN3C4A BOLT 


A РА = A Е 
AN960C10L WASHER X деи WEARSHOE /N. D4095-049 


4PL 


WEARSHOE WEARPAD 


AN3C6A BOLT 
D4095-045 . BOLT. ANS60C10L WASHER © КЁР 
AN3C4A BOLT AN960C10L WASHER Ad 
WEARSHOE AN960C10L WASHER 6PL 


AN3C7A BOLT 
20PL AN960C10L WASHER 
/ AN 4PL 


D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST GENERAL NOTES 
EAL ЭМНЕ ASSEMBLY PARTS LIST 


ОТҮ | PART NUMBER DESCRIPTION 1) FINISH: CHEMICAL CONVERSION СОАТРЕВ DART QSI 005 4.1 


2043 POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 VAN 
X — 1 D3391-043 FLOAT SKIDTUBE ASSEMBLY — 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 


I 53391-021 FWO TUBE ASSEMBLY i AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. D L Ë А $ Е [| 7 


1033913023 МО TUBE ASSEMBLY 3) TOLERANCES: PER DART QSI 018 UNLESS, OTHERWISE NOTED 2üfi -11- 
| D3391-025 AFT TUBE ASSEMBLY | 4) UNITS: INCHES UNLESS OTHERWISE NOTED | Ü 9415 
| 5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 


63597-1 И BUSHING FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
— | D4095-041 WEARSHOE WHERE INDICATED. 


j D4095-043 WEARSHOE 


1 04095-045 WEARSHOE j 9)  FITD4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 


WEARPAD APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND DART AEROSPACE USA, INC 
— |:04095-049 WEARPAD TRANSFER DRILL £0.50 HOLES FROM SADDLE TO D4095-041 KENT, WA 


I D4095-051 WEARSHOE FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH | DRAWING NO. REV. ! 


Un т | TRANSFER DRIL BOSD HOLES ROM SADDLE TO Pasa AND AFTHOLESANO сурек | Ç [0339 Е 
E TRANSFER i k PEE APPROVED 07 |тітЕ 
M- |412 FLOAT SKIDTUBE 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
1 1 .10.13 THIS ООСЫМЕНТ IS PRIVATE. AND CONFIDENTUM, ANO 15 SUPPLIED ON THE CONDITION TMAT fT 15: 


EXPRESS, 
NOT TO SE USED FOR ANY PURPOSE OR СОРЕО OR СОМШАМСАТЕП ТО ANY OTHER 
WRITTEN PERMISSION FROM DART AEROSPACE USA INC, 


T А ВА, ИВА лири а тш рлык nto 


ООА: Date: 
NCR: Yes / № WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


pre 


FAULT АТО оо 
Landing Gear : General 
Е Bending || Bend Е Grain Ovalized Pressure/Forced | 
Ш Centre Not Concentric to O/S | | BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure | 
м Cracks Ш Broken/Damaged Ш Inspection Incomplete Part Incorrect Weld | 
E Crushed/Crimped. Ш Burrs || Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Cuffs Ш Contamination Ш Maintenance Part Moved 
Ш Heat Treat || Countersink | | Mislabeled Positioned Wrong 
| | Inspection Strip in Tube N Cut Too Short Ш Misread Power Loss/Surge || Other 
m Ripples in Bend a Drill Holes n Offset 
E Torque Waves in Extrusion N Drawing Ш Out of Calibration 
И Turning Sequence NH Finish E Out of Sequence 


Ш Folio 


Бї Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


Ш Outside Dimensions 


30.1 


DIST TO CENTER OF BEND 
REF A 


1— 


6.8+0.25 


13.0 
DISTANCE TO 
TANGENT POINT 


REF 


D3391-1 CUTTING DETAIL 


D3391-011/-021 BENDING DETAIL. 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


(MAKE FROM D3391-1) 


j*0.040 


REF 80.031 3.300500 
Е 
93.750 
REF 
: @3.460 
23.460 3.590 05 
REF 123.460 03.750 
ВЕЕ F EX | 


= Es 0.687000 142924 


БЕСТІОМ А-А SECTION В-В SECTION С-С \ 
SCALE 2X SCALE 2X SCALE 2X 


OSLEAS EL 


a -11-04 


VIEW 2-2 
SCALE 2X 


јенесео — | уй — [BRAWNGNO 7” REV. | 
wee. | "Wy D3391 SHEETS OF 8 


SCALE 
NTS 


it 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 ее за DENN THA та 
.10. na TO SEABED Fon sor re OR GERE OR SU Гај M ERAN 
WRITTEN PERMISSICN FROM DART AEROSPACE USA, ВС. 


DQA: Date: 


NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


FAULT FAULT CATEGORY | 
Landing Gear General 
Ш Bending N Bend E Grain Ovalized Pressure/Forced 
И Centre Not Concentric to O/S Е BOM/Route m Hardware Over/Under tolerance Temperature/Cure 
м Cracks Е Broken/Damaged Ш Inspection Incomplete Part Incorrect Weld 
E Crushed/Crimped. м Burrs Bi Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Cuffs Ш Contamination Ш Maintenance Part Moved 
a Heat Treat | | Countersink Mislabeled Positioned Wrong 
| | Inspection Strip in Tube | | Cut Too Short Ш Мізгеаа Power Loss/Surge | | Other 
m Ripples in Bend m Drill Holes m Offset 
m Torque Waves in Extrusion m Drawing E Out of Calibration 
Я Turning Sequence || Finish Ш Out of Sequence 


Ж Wave/Twist in Tube || Folio Nn Outside Dimensions 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


DRILL #4 (20.209) 


20.000 
5 EQ. SPACES 
4.000 PITCH 


4.000 
2.000 


8.000 
2.78 


DRILL #4 (20.209) 
4PL 


4.000 
2.000 


4PL 


DRILL THRU 21/64" (20.328) DRILL THRU 21/64" (20.328) A 
9PL 20.640 4PL 20.640 
CSINK 20.438 x 45° C'SINK 20.438 x 45° 
DRILL 90.297 7.25 DRILL @0.297 
(BOTH SIDES) 10PL (DISTANCE TO FWD (BOTH SIDES) do B 


SADDLE HOLE, REF) 
D3391-011 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 

INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 
: GRIND FLUSH PRIOR TO PAINTING 
PRIOR TO PAINTING 4PL 


DETAIL D 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 


INSTALL 
AELS-1032-225 
AFTER FINISH 
10 PL 


INSTALL 
AELS-1032-225 
AFTER FINISH ` 
10PL 


DETAIL D 


D4095-051 


D4095-051 

WEARSHOE A WEARSHOE 
AN3C4A BOLT : A 
AN960C10L WASHER 


03391.011 ASSEMBLY DETAIL РЕ 


D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


АМЗСАА BOLT 


D3672-1 WASHER 
АМ960С101. WASHER 
4PL 


PART NUMBER 


DESCRIPTION 


FWO TUBE ASSEMBLY 


03391-021 FWD TUBE ASSEMBLY D3401-041 


TOW CAP 


TOW CAP 


DETAILD 


SCALE 2X 


EESE 
10 10 
10 
10 0 


3 


D3391-021 DRILLING DETAIL 


7.25 р 
(DISTANCE ТО FWD 
SADDLE HOLE, REF) 


A 


AN3C4A BOLT 
АМ960С101. WASHER 
6 PL 


ревии 


ea -M- 04 


DART AEROSPACE USA, INC 


KENT, WA 
(БІЗІ | lw |BRAWNGNO REV. | 
NN. |03391 SHEET4 OF 8 


LAND SS SUPPLIED ON THE EXPRESS СОМОТОН THAT IT SS 
NOT TO ВЕ USED POR ANY PURPOSE OR COPIED OR СОМААЛОСАТУП TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA, NT- 


DOA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Crosstube Water Jet Engineering 
Small Fab Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other 
Composite Supplier 


Root Description of work order update Initial Action Sign & 
DLE Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


UT FAULTCATEGORY | LT CATEGORY 


Work Order: 


Rework Skid-tube 
Part No. Scrap Machining 
` Use-as-is Thermoforming 


NCR No. Work Order Update Large Fab 


Landing Gear 


| Bending 


| [Centre Not Concentric to 0/5" 


|| Cracks 


Ш Crushed/Crimped. 

Ш Cuffs 

Ш Heat Treat 

m Inspection Strip in Tube 
Ш Ripples in Bend 

Ш Torque Waves іп Extrusion 
[ Turning Sequence 

m Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


- General 
м Вепа 
| |BOM/Route 
Е Broken/Damaged 
Burrs 
E Contamination 
| |Countersink 
m Cut Too Short 
Е Drill Holes 
И Drawing 
| [Finish 
И Folio 


Е Сгаіп 
E Hardware 


И Inspection Incomplete 

m Instructions Incomplete/Unclear 
Е Maintenance 

Е Mislabeled 


m Misread 
м Offset 


Ж Out of Calibration 
| | Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced | 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


|| Other 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


Y 


x 


DETAIL J DRILL THRU 21/64" (20.328) 


REFER ТО ®— 
DETAIL J 


DETAIL E 


SCALE 4X CSINK (20.438 X 45° (BOTH SIDES) D3391-013 ASSEMBLY DETAIL 


INSTALL 
03681-1 SPACER 


c5] 
20.250 


SECTION G.G 
SCALE 5X 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


DRILL 0.297 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH š 


FROM TOP AND BOTTOM 
TES TO 3.610 


SECTION X-X 
SCALE 5X 


SECTION HH 12 PL 
SCALE 5X 


ALS4-428-165 


DETAILE 
SCALE NONE 


AN960C10L 


AN960C416L 


М527039С1-09 


D3391-013 MID TUBE ASSEMBLY 


— E SSL 


1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 


3) WELDING: PER DART QS! 004 


DRILL 20.391 
INSTALL ALS4-428-165 INSERT 
М527039С4-08 SCREW 
D3672-3 WASHER 
AN950CA16L WASHER 
AFTER FINISH LOS. 
051015 ) 4PL SECTION L-L 


=== 


SCALE 5X 


REFER TO 
DETAIL K 


DISTANCE TO 
END OF WEB 
4.19 
REF 

DETAIL K 

SCALE 4X 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 20.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT SCALE 5X 
М527039С1-09 SCREW 

03672-1 WASHER 

АМ960С101. WASHER 

AFTER FINISH 

4PL 


DRILL 20.250 


APL SECTION LL-LL 


SCALE 5Х 


joesicn | r^ T DART AEROSPACE USA, INC 
DRAWN | xbr š 
CHECKED | Үр DRAWING NO. REV. | 
ГМЕС. АРРА. | М 103391 . SHEET5 OF 8 
[APPROVED “|7100 тте 

[DEAPPR. — [7 5Ң- 412FLOAT SKIDTUBE 


DATE "a соғ" IGHT © 2005 BY D; РАСЕ USA ЫС; де =. 
LL COYMONTÉ 2005 BYDARTAERONPACENSA NC 1. 
11.10.13 қалдыр Ал cen SAMANS EN DAT ОМЕЙ ROGA UT 
А 


DQA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


4 
| 22% 
| 


FAULT D O FAUTCATEGORY OEY 


Work Order: 
Rework Skid-tube 
Part No. Scrap . Machining 
Use-as-is Thermoforming 
| ‚ Work Order Update Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Landing Gear 


Ш Bending 


Ш Centre Not Сопселігіс to O/S 


E Cracks 


|| Crushed/Crimped. 

и Cuffs 

= Heat Treat 

и Inspection Strip in Tube 
Ш Ripples in Bend 

| Torque Waves in Extrusion 
И Turning Sequence 

Е Wave/Twist іп Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
l Bend 
NH BOM/Route 
И Broken/Damaged 
Burrs 
| Contamination 
ІШ Countersink 
Ш Cut Too Short 
| {Drill Holes 
Ш Drawing 
|| Finish 
м Folio 


Е Grain 
Ш Hardware 


m Inspection Incomplete 

TE Instructions Incomplete/Unclear 
Ш Maintenance 

м Mislabeled 


m Misread 
Ш Offset 


Е Out of Calibration 
Ш Out of Sequence 
м Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


|| Other 


Y 
000 
0.709 16 


DISTANCE TO REFER TO 
FWD END OF I DETAIL J 
D3389-1 WEB 

4.94 
Y | 0.50 | 


x 


DETAIL J 


| 
| 
10.500 | 


eS 


DETAILS DRILL THRU 21/64" (20.328) 
SCALE 4X CSINK 90.438 X 45° (BOTH SIDES) 


INSTALL 
D3681-1 SPACER 


SECTION H-H 
SCALE 5X SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIS 
PART NUMBER DESCRIPTION 


D3391-023 MID TUBE ASSEMBLY 


D2500-1100 | EXTRUSION 
D3389-1 WEB 


L 5 1636814 
20 ^ | AELS-1032-130 INSERT 


D3391-023 MID TUBE ASSEMBLY 

1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER ОЗІ 015 
3) WELDING: PER DART QSI 004 


SPL 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS} 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT 
AFTER FINISH 

ТҮР 


SPL 


REMOVE 0.030 
FROM TOP AND BOTTOM 
TO 3.610 


SECTION X-X 
SCALE 5X 


I. 
bo REFER TO 


DETAIL К 


0.707200 


Y 


DISTANCE TO 
END OF WEB 
419 

REF 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


OELEASE 


CN -f- 94 


APPROVED | ЛАД 


сат 
3 PE 


COPYRIGHT © 2605 ВУ DART AEROSPACE USA, fNC 
TAS DOCUMENT ES PRIVATE ANO COWATENTIN, AMO IS SUPPLIED Он THE арор CONDITION THAT ITS, 
NOT TD BE USED FOR ANY PURPOSE OR СОР GR COMMUNICATED TO ANY OTHER PURSON WITHOUT. 
"ЯЛТЫ PEIORSSIOM FROM OAR? AEROSPACE USA, DIC. 


з i DQA: Date: 
NCR: Yes / NO WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


АИ CATEGORY eee CATEGORY 
Landing Gear General 
Ш Bending Ш Bend m Grain | Ovalized Pressure/Forced 
Ш Centre Not Concentric to 0/5 м BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
|| Cracks || Broken/Damaged И Inspection Incomplete Part incorrect Weld 
| | Crushed/Crimped. Ш Burrs || Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs Ш Contamination я Maintenance Part Moved 
Ш Heat Treat Ш Countersink Ш Mislabeled Positioned Wrong 
Ш Inspection Strip іп Tube Ш Cut Too Short Ш Misread Power Loss/Surge | | Other 
a Ripples in Bend m Drill Holes И Offset 
|| Torque Waves in Extrusion || Drawing И Out of Calibration 
| | Turning Sequence HN Finish Ш Out of Sequence 


|| Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| [Folio 


Ш Outside Dimensions 


REF 


VIEW BB-BB 
SCALE 4X 


"03.500 . 3.300 
@3.750 


REF 


1.5262 900 


3.300 


SECTION AA-AA 
SCALE 6X 


SECTION N-N 


SCALE 6X 


TO TAPER 
MACHINE CONSTANT 
TAPER FROM 93.750 
TO 93.200 


DETAIL V 


CHAMFER 
30%Х0.060 DEEP 


REF 
DIST TO CENTER OF BEND 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


| ова? 


- 0.200 


SECTION Р.Р 
SCALE 6X 


DETAIL S 
SCALE 4X 


SCALE 4X 


SECTION Q-Q 


DETAIL V 
SCALE 6X 


Ne 3.750 


REF 


SECTION R-R 


SCALE 6X SCALE 6X 


DEAS E 
2011 -11- 04 


DART AEROSPACE USA, INC 


KENT, WA 


REV. | 
SHEET 7 OF 8 


COPYRIGHT 6 2005 BY DART AEROSPACE USA, INC 
тиз DOCUMENT LE PRIVATE AND CONFIDENTIAL. AMO 55 SUP PED ON THE EXPRESS 
MOT TO BE USED FOR ANY PURPOSE OR CORTEO OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
MITTEN PERMETON PROM OART AEROSPACE USA, NC. 


DQA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 
Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 


Supplier 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


Landing Gear 


м Bending 


и Centre Not Concentric to O/S 


E Cracks 


E Crushed/Crimped. 

м Cuffs 

RE Heat Treat 

и Inspection Strip in Tube 
и Ripples in Bend 

@ Torque Waves in Extrusion 
Ш Turning Sequence 

и Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
Ш Bend 
m BOM/Route 
m Broken/Damaged 
Ш Burrs 
m Contamination 
Ш Countersink 
|| Cut Too Short 
| {Drill Holes 
| | Drawing 
| [Finish 
N Folio 


О БАШТСАТЕБОВУ оо CATEGORY 


m Grain 

Ш Hardware 

Ш Inspection Incomplete 

и Instructions Incomplete/Unclear 
| | Maintenance 

| |Mislabeled 


Ш Misread 
m Offset 


m Out of Calibration 
Ш Out of Sequence 
|| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Ш Other 


R30.0:2.0 


36.000 
SEQ. SPACES 
4.000 PITCH 


4.2+0.25 d 


DRILL THRU 21/64“ (@0.328) 


DRILL THRU 21/64" (20.328) 
14 PL 4PL 
9.1 DRILL 20.297 CSINK 90.438 X 45° 91 РАШ xod CSINK 00.438 X 45° 
DISTANCE BETWEEN HOLE AND 22 PL (BOTH SIDES) DISTANCE BETWEEN HOLE AND (BOTH SIDES) 
TANGENT POINT 537 TANGENT POINT 537 
D3391-015 BENDING AND DRILLING DETAIL 3391-025 BENDING AND DRILLING DETAIL ao 
(SEE CBORE DETAIL BELOW} (SEE CBORE DETAIL BELOW) X \ 
INSTALL 03670-4200 SPACER INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 SEAL WITH MAGNOBOND 6398 0, 
GRIND FLUSH GRIND FLUSH 
PRIOR TO PAINTING PRIOR TO PAINTING 


CB4 
{NO CBORE) (NO CBORE) 


D4095-049 


D4095-049 
7 WEARPAD 04095-047 WEARPAD 04095-047 
391-015 ASSEMBLY AND RE DETAIL WEARPAD RUE WEARPAD 
(SEE TABLE) AN3CSA BOLT LN N3CAA BOLT 
AN960C10L WASHER ANSCAA BOLT AN960C10L WASHER ЕН A 
4PL AN960C10L WASHER 4PL - 4PL 
4PL 
3391-015/-025 AFT TUBE. EMBLY PART; D3391-025 ASSEM BLY AND CBORE DETAIL 
PARTNUMBER | DESCRIPTION (SEE TABLE) 
AFT TUBE ASSEMBLY 
AFT TUBE ASSEMBLY —] SÉALWIT 
SIKAFLEX-241/-201 
AFT CAP DRILL 20.391 
SPACER СВОЯЕ 90.516 X 0.040 DEEP. 
WASHER INSTALL ALS4-428-165 INSERT 
WEARPAD 4PL 
WEARPAD 
T TUBE "М. 
АР АМЗСАА BOLT 
D3672-1 WASHER 
AELS-1032-130 INSERT PZA ` 
AELS-1032-225 — | INSERT ОЕ WASHER 
T INSERT SECTION UU SECTION CC-CC X DETALIT 
SCALE 3x i SCALE 3X TLEAS "jl SCALE 4X 
ANSGOCTOL 2011 -11- 04 


GBORE HOLES MARKED СВ1-СВ4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


pesen — | ән "T DART AEROSPACE USA, INC 
HOES | QTY QTY CBORE PN DRAWN | xr | KENT, WA 
MARKED | D3391-015 | 03391-025 [CHECKED — | 
СВТ 8 8 0430 X 0.170 | AELS-1032-275 CHECKED Кен DRAWING NO. Nc 4 
C82 4 20.430 X 0.170 | AELS-1032-130 [wrG.APPR. |" WA. |03391 
Ces 6 @0.430 X 0.040 | AELS-1032-130 
СВа 4 МОМЕ — T AELS-1032-130 


[aPPRoveo | A7 тие SCALE 


412 FLOAT SKIDTUBE 


| . | DQA: 
WORK ORDER NON-CONFORMANCE / UPDATE 


Date: 


QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Water let 
Prod. Eng. Coor. 
Rec/Store/Packaging 


Supplier 


DISPOSITION 
Work Order: . 


. | Rework 
| Part No. E Scrap 
| f Use-as-is 
| NCR No. Work Order Update 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Engineering 
Quality 
Other 


| Root Description of work order update initial Action Sign & 
| Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


Landing Gear 


|| Bending 


м Centre Not Concentric to 0/5 


|| Cracks 


| | Crushed/Crimped. 

Ш Cuffs 

|| Heat Treat 

Ш Inspection Strip in Tube . 
N Ripples in Bend 

и Torque Waves in Extrusion 
Ш Turning Sequence 

Ш Wave/Twist іп Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


‘General 
Ш Bend 
| |BOM/Route 
m Broken/Damaged 
m Burrs 
| [Contamination = 
Ш Countersink 
|| Cut Too Short 
| {Drill Holes 
m Drawing 
Ш Finish 
Ш Folio 


FAULT t AULT CATEGORY О | 


Ш Grain > 
и Hardware 


| Ш Inspection Incomplete 
И Instructions Incomplete/Unclear 
Ш Maintenance 
| |Mislabeled 


СЕ! Misread 
m Offset 


|| Out of Calibration 
Ш Out of Sequence 
Е Outside Dimensions : 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


